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DESCRIPTION 



SUN VISOR FOR VEHICLE AND METHOD OF MANUFACTURING THE SAME 

[TECHNICAL FIELD] 

The present invention relates to a sun visor for a vehicle and a method of 
manufacturing the same. 

[BACKGROUND ART] 

A sun visor for a vehicle exists in which a core body is covered with skins fused 
together along the peripheral edge portion of the core body to thereby form the sun visor main 



A core body and skin materials, which skin materials extend along both the front and 
back surfaces of the core body and have a large enough size to protrude beyond the peripheral 
edge of the core body by a predetermined amount so as to overlap each other, are interposed 
between a pair of fusing molds. Subsequently, the sun visor main body is manufactured by 
fusing the overlapping parts of the skin materials to each other along the outer peripheral edge 
of the core body. 

In the sun visor main body manufactured as described above, a clearance, which is 
appropriately larger than the thickness dimension of the skin materials, is set between the pair 
of fusing molds and the core body. Thus, when the pair of fusing molds are clamped in 
order to fuse together the overlapping portions of the skin materials along, the outer peripheral 
edge of the core body, the comer fused parts of the skins may be displaced toward the comer 
parts of the core body. As a result of this displacement, wrinkles may appear on the skin 



body. 
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surface in the comer fused parts of the skins or in the vicinity thereof. 

In order to prevent the above-mentioned problem, for example, a sun visor for a 
vehicle is provided in which the core body is composed of first and second core split bodies. 
An elastically compressible elastic body is interposed between the first and second core split 
bodies. 

The first and second core split bodies, the elastic body, and the skin materials, are all 
arranged between a pair of fusing molds in a predetermined order. 

Thereafter, in the known sun visor for a vehicle and the method of manufacturing the 
same, clamping the pair of fusing molds together fuses the skin materials to each other while 
elastically compressing the elastic body. The elastic opposing force due to the elastic 
compression of the elastic body prevents the appearance of wrinkles on the skin surface (See, 
for example, JP 2002-316535 A). 

Incidentally, when the core body is composed of a first and second core split bodies 
and the elastically compressible elastic body is installed between the first and second core 
split bodies, this results in a relatively complicated construction and high cost. 

In view of the above-mentioned problem, it is an object of the present invention to 
provide a sun visor for a vehicle with a relatively simple construction and a method of 
manufacturing the same, which prevents the appearance of wrinkles in the comer fused parts 
of the skin surface or in the vicinity thereof. 

[DISCLOSURE OF THE INVENTION] 

A sun visor for a vehicle according to a fijrst aspect of the invention includes a sun 
visor main body that is constmcted by covering a core body with skins fused together along a 
peripheral edge portion of the core body. A comer tension part for preventing displacement 
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of the comer fused part toward the comer part of the core body is provided between comer 
part of the core body and comer fused part of the skins. 

Thus, displacement of the comer fused part of the skins toward the comer part of the 
core body is prevented by the comer tension part, thereby preventing the formation of 
wrinkles in the comer fused part of the skins or in the vicinity thereof. 

A method of manufacturing a sun visor for a vehicle according to a second aspect of 
the invention includes a sun visor main body that is constmcted by covering a core body with 
skins fused together along a peripheral edge portion of the core body. The core body and 
skin materials extending along front and back surfaces of the core body, which skin materials 
are large enough to protmde by a predetermined amount beyond the peripheral edge of the 
core body so as to overlap each other, are set between a pair of fusing molds. Also included 
between the pair of fusing molds is a comer tension part forming material. The comer 
tension part forming material is formed of the same material as the skin materials or a 
thermoplastic resin having compatibility with the material of the skin materials and is 
arranged between the comer part of the core body and overlapping portions of the skin 
materials corresponding to the comer fused part of the skins. Thereafter, the overlapping 
portions of the skin materials are fused to each other, with the comer tension part forming 
material being held between the overlapping portions of the skin materials along an outer 
peripheral edge of the core body. 

Thus, the overlapping portions of the skin materials are fused to each other along the 
outer peripheral edge of the core body, with the comer tension part forming material there 
between. Whereby the skin materials form the skin surface covering the core body, and the 
comer tension forming material form the comer tension part. Consequently, it is possible to 
prevent displacement of the comer fused part of the skins toward the comer part of the core 

3 



body due to the comer tension part. 

That is, by the method of manufacturing a sun visor for a vehicle according to the 
second aspect of the invention, it is possible to easily manufacture the sun visor for a vehicle 
according to the first aspect of the invention. 

In a method of manufacturing a sun visor for a vehicle according to a third aspect of 
the invention, the core body of the second aspect of the invention is composed of a first core 
split body and a second core split body divided along the thickness direction of the core body. 
A part of the comer tension part forming material is then held between the first core split 
body and the second core split body. 

As a result, by holding a part of the comer tension part forming material between the 
first core split body and the second core split body, it is possible to prevent the comer tension 
part forming materials from being inadvertently displaced. It is consequently possible to 
form the comer tension part in a satisfactory manner from the comer tension part forming 
material, making it possible to more satisfactorily prevent wrinkles from forming in the comer 
fused part of the skins and in the vicinity thereof. 

In a method of manufacturing a sun visor for a vehicle according to a fourth aspect of 
the invention, the skins of the third embodiment are formed by a first skin material and a 
second skin material consisting of fusible sheet materials of a large enough size to protrude by 
a predetermined amount beyond the peripheral edge of the core body, so as to overlap with 
each other. Further, the end portions of at least one of the first or second skin materials may 
be folded in order to constitute the comer tension part forming material, which is then held 
between the first and second core split bodies. 

As a result, it is possible to form the comer tension part forming material from folded 
pieces of the end portions of the skin materials. It is therefore possible to reduce the work 
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and effort otherwise required to prepare dedicated comer tension part forming material 
separately from the skin materials. Thereby, the cost can be made relatively lower. 

[BRIEF DESCRIPTION OF THE DRAWINGS] 

Fig. 1 is a perspective view showing a sun visor for a vehicle according to 
Embodiment 1 of the present invention. 

Fig. 2 is a partially cutaway front view of the sun visor main body of a sun visor for a 

vehicle. 

Fig. 3 is a cross-sectional view taken along the line HI-III of Fig. 2, showing a comer 
part of the sun visor main body. 

Fig. 4 is an explanatory view showing how the first and second core split bodies and 
the first and second skin materials are set in a first fusing mold of a fusing mold device. 

Fig. 5 is a front view showing how comer tension part forming materials are 
arranged at the comer parts of the core body. 

Fig. 6 is a cross-sectional view of a comer part, showing how the first and second 
core split bodies, the first and second skin materials, and the comer tension part forming 
materials are set on the first fusing mold of the fusing mold device. 

Fig. 7 is an explanatory view showing how the first fusing mold and the second 
fusing mold are clamped together, fusing the first and second skin materials to each other 
along the peripheral edge portion of the core member, with the comer tension part forming 
materials being positioned there between. 

Fig. 8 is an explanatory view illustrating a method of manufacturing a sun visor for a 
vehicle according to Embodiment 2 of the present invention, showing how the first and 
second core split bodies, the first and second skin materials, and the comer tension part 
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forming materials, are set in the first fusing mold of the fusing mold device. 

Fig. 9 is an explanatory view showing how the first fusing mold and the second 
fusing mold are clamped together, fusing the first and second skin materials to each other 
along the peripheral edge portion of the core body, with the comer tension part forming 
materials being positioned there between. 

Fig. 10 is an explanatory view illustrating a method of manufacturing a sun visor for 
a vehicle according to Embodiment 3 of the present invention, showing how the first and 
second core split bodies, the first and second skin materials, and the comer tension part 
forming materials, are set on the first fusing mold of the fusing mold device. 

Fig. 11 is an explanatory view showing how the first fusing mold and the second 
fusing mold are clamped together, fusing the first and second skin materials to each other 
along the peripheral edge portion of the core body, with the comer tension part forming 
materials being positioned there between. 

Fig. 12 is an explanatory view illustrating a method of manufacturing a sun visor for 
a vehicle according to Embodiment 4 of the present invention, showing how the first and 
second core split bodies, the first and second skin materials, and the comer tension part 
forming materials are set on the first fusing mold of the fusing mold device. 

Fig. 13 is an explanatory view showing how the first fusing mold and the second 
fusing mold are clamped together, fusing the first and second skin materials to each other 
along the peripheral edge portion of the core body, with the comer tension part forming 
materials being positioned there between. 

Fig. 14 is a cross-sectional view of a comer part of a sun visor for a vehicle 
manufactured by a method of manufacturing a sun visor for a vehicle according to 
Embodiment 5 of the present invention. 
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Fig. 15 is an explanatory view showing how the first and second core split bodies, 
the first and second skin materials, and the comer tension part forming materials, are set on 
the first fusing mold of the fusing mold device. 

Fig. 16 is a perspective view of a comer section of a shell-shaped core split body. 

[BEST MODE FOR CARRYING OUT THE E^VENTION] 
(Embodiment 1) 

Embodiment 1 of the present invention will be described with reference to Figs. 1 
through 7. 

In Fig. 1, which is a perspective view showing a sun visor for a vehicle, in Fig. 2, 
which is a partially cutaway front view of the main body of the sun visor, and in Fig. 3, which 
is a sectional view taken along the line ni-III of Fig. 2, a sun visor for a vehicle is equipped 
with a support shaft 1 and a sun visor main body 10. 

The support shaft 1 has a vertical shaft portion 2 and a horizontal shaft portion 3, and 
is formed in a substantially L-shaped configuration. The vertical shaft portion 2 thereof is 
attached to the ceiling surface of the vehicle by a mounting bracket 5. 

A core body 11, covered with a skin 15, forms the sun visor main body 10. The sun 
visor main body 10 is attached so as to be rotatable around the horizontal shaft portion 3 of 
the support shaft 1. 

As shown in Fig. 3, in Embodiment 1, the core body 11 is formed as a plate with a 
predetermined configuration by connecting together, in a manner like joined palms, a first 
core split body 12 and a second core split body 13, divided into two in the thickness direction 
thereof. Further, the first and second core split bodies 12 and 13 may be formed, for 
example, from foaming beads of polypropylene, or as hollow half-shell-shaped members by 



injection molding of a synthetic resin material. 

At a predetemiined position of the interior of the core body 11, there is formed a 
bearing portion having a bearing hole. The horizontal shaft portion 3 of the support shaft 1 
is rotatably inserted into the bearing hole. 

As shown in Fig. 3, fusing a first skin material 16 and a second skin material 17 to 
each other along the peripheral edge portion of the core body 11 forms the skin 15. Each of 
the first and second skin materials 16 and 17 is of a large enough size to protrude by a 
predetermined amount beyond the peripheral edge of the core body 11. The protruding skin 
portions 18, outwardly protruding from the fiised portion (See Fig. 7), is then cut away. 
Consequently, covering the entire core body 11 with the skin 15 forms the sun visor main 
body 10. 

In Embodiment 1, in the comer parts 11a of the core body 11, comer stmt parts or 
comer tension parts 20 are respectively provided for preventing the displacement of the 
comer fused parts 15a towards the comer parts 11a of the comer body 11. Comer tension 
parts 20 are respectively provided between each of the comer parts 11a in the four comers of 
the core body 11 and between each of the comer fused parts 15a of the skin 15 opposed 
thereto. 

Comer tension part forming materials 21 forms each of the comer tension parts 20. 
The comer tension part forming materials 21 consist of sheet materials or plate materials of a 
thermoplastic resin. These materials are the same materials as the first and second skin 
materials 16 or have compatibility with the materials of the first and second skin materials. 

That is, the base side portions of the comer tension part foraiing materials 21 
(formed substantially in a triangular configuration) are held between the first and second core 
split bodies 12 and 13 (See Figs. 5 and 6) before both first and second skin materials 16 and 
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17 are fused to each other along the peripheral edge portion of the core body 11. The 
overlapping portions of the first and second skin materials 16 and 17 are then fused to be 
bonded to each other along the outer peripheral edge of the core body 11 with the comer 
tension part forming materials 21 therebetween. The protruding portions 22 of the comer 
tension part forming materials 21 are subsequently cut away together with the protruding skin 
portions 18 protruding outwardly from the fused portions. As a result, the sun visor main 
body 10 is formed (See Fig. 7). 

In the sun visor main body 10 of the sun visor for a vehicle according to 
Embodiment 1, constmcted as described above, the comer tension parts 20 are respectively 
provided between the comer parts 11a in the four comers of the core body 11 and the comer 
fused parts 15a of the skin 15 opposed thereto. Further, by using the comer tension parts 20, 
it is possible to prevent displacement of the comer fused parts 15a of the skin 15 toward the 
comer parts 1 la of the core body 1 1 . 

Due to this constmction, it is possible to prevent wrinkles from forming in the comer 
fused parts 15a of the skin 15 or in the vicinity thereof. As a result, making it possible to 
provide a sun visor main body 10 with a superior appearance having no wrinkles in the comer 
fused parts 15a or in the vicinity thereof. 

A method of manufacturing a sun visor for a vehicle according to Embodiment 1 
described above will be explained next with reference to Figs. 4 through 7. 

First, the core body 11 is prepared, which is formed by connecting the first core split 
body 12 and the second core split body 13 together, in a manner like joined palms. 

In addition, the first and second skin materials 16 are formed and prepared. The 
first and second skin materials consist of fusible sheet materials having a large enough size to 
protrade by a predetermined amount beyond the peripheral edge of the core body 11 so as to 

9 



overlap with each other. The comer tension part forming materials 21 are also formed and 
prepared. The comer tension part forming materials 21 consist of sheet materials or plate 
materials of a thermoplastic resin that is the same as the first and second skin materials 16 and 
17 or has compatibility with the material of the first and second skin materials 16. The 
comer tension part forming materials 21 are prepared with a substantially triangular 
configuration by using sheet materials or plate materials of a thermoplastic resin that is the 
same as or has compatibility with the material of the first and second skin materials. 

As shown in Figs. 5 and 6, the base side portions of the comer tension part forming 
materials 21 are then clamped and held between the first and second core split bodies 12 and 
13 at the comer parts 1 la of the core body 1 1 . 

When connecting the first and second core split bodies 12 and 13 in a form like 
joined palms, the comer tension part forming materials 21 can be easily held between the first 
and second core split bodies 12 and 13. 

However, it is also possible to initially connect the first and second core split bodies 
12 and 13 to each other in a manner like joined palms prior to inserting the comer tension part 
forming materials 21 into the gap between the first and second core split bodies 12 and 13. 
Starting with the base side portions of comer tension part forming materials 21, inserting a 
predetermined amount of the base side portions can hold the comer tension part forming 
materials 21 between the first and second core split bodies 12 and 13. 

As shown in Figs. 4 and 6, the first and second skin materials 16 and 17, the core 
body 11, and the tension part forming materials 21, are then set in a predetermined order 
between a first fusing mold 31 and a second fusing mold 35. The first and second fusing 
molds 31 and 35 constitute a pair of lower and upper molds of a fusing mold device 30 (e.g., a 
high-ft-equency fusing type device, an ultrasonic fusing type device, a heater heating-fusing 
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type device, or the like). 

In Embodiment 1, the first skin material 16, the core body 11, the tension part 
forming materials 21, and the second skin material 17, are layered and set in this order on the 
mold surface of the first, lower fusing mold 3 1 of the first and second fusing molds 3 1 and 35 
configured in an open state. 

Here, as shown in Fig. 7, the second fusing mold 35 is lowered with respect to the 
first fusing mold 31 so as to implement clamping. As a result, the overlapping portions of 
the first and second skin materials 16 and 17 are fused and bonded to each other along the 
outer peripheral edge of the core body 11, with the comer tension part forming materials 21 
being arranged therebetween, by means of a fusing cutter 36 and a cutter receiving portion 32 
provided on the first and second fusing molds 31 and 35. In this process, protruding portions 
22 of the comer tension part forming materials 21 are cut away together with protruding skin 
portions 18 protruding outwardly from the fused portions. 

The first and second skin materials 16 and 17 form the skin 15 covering the core 
body 11. Additionally, the comer tension parts 20 are formed by the comer tension part 
forming materials 21. As a result, the sun visor main body 10 is formed (manufactured). 

Thereafter, the second fusing mold 35 is raised to the former open mold position with 
respect to the first fusing mold 31. The sun visor main body 10 is then released from the 
mold. As a result, one manufacturing cycle for the sun visor main body 10 is completed. 

As stated above, after manufacturing the sun visor main body 10, the horizontal shaft 
portion 3 of the support shaft 1 is inserted into the bearing portion of the sun visor main body 
10. Thereby, the manufacturing process for the entire sun visor for a vehicle is completed. 

As also stated above, in the method of manufacturing a sun visor for a vehicle 
according to Embodiment 1, the overlapping portions of the first and second skin materials 16 
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and 17 are fused to be bonded to each other, with the comer tension part forming materials 21 
being held therebetween and arranged along the outer peripheral edge of the core body 11. 
Consequently, the first and second skin materials 16 and 17 form the skin 15 covering the core 
body 11, and the comer tension part forming materials 21 forms the comer tension parts 20. 

It is thus possible to prevent the displacement of the comer fused parts 15a of the 
skin 15 toward the comer parts 11a of the core body 11, by means of the comer tension parts 
20. 

As a result, it is also possible to prevent the displacement of the comer fused parts 
15a of the skin 15 due to the clearance (gap) set between the first and second fusing molds 31 
and 35, and subsequently prevent formation of wrinkles in the comer fused parts 15a of the 
skin 15 or in the vicinity thereof otherwise due to the displacement. 

Further, the core body 11 is composed of a first core split body 12 and a second core 
split body 13, split in the thickness direction of the core body 11. A part (the base side 
portions) of the comer tension part forming materials 21 is held between the first and second 
core split bodies 12 and 13. As a result, it is possible to prevent inadvertent positional 
deviation of the comer tension part forming materials 21. Therefore, it is also possible to 
form the comer tension parts 20 in a satisfactory fashion ft-om the comer tension part forming 
materials 21, making it possible to prevent, still more satisfactorily, wrinkle formation in the 
comer fused parts 15a of the skin 15 or in the vicinity thereof. 

(Embodiment 2) 

Embodiment 2 of the present invention will be described next with reference to Figs. 

8 and 9. 

In Embodiment 2, end portions of at least one of the first and second skin materials 
16 and 17 (the second skin material 17 in Fig. 8) are tumed buck or folded at portions 
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corresponding to the comer parts 11a of the core body 11. The forward end sections of the 
folded portions are then held between the first and second core split bodies 12 and 13 of the 
core body 11, thereby forming comer tension part forming materials 121. 

Further, as shown in Fig. 8, the first skin material 16, the core body 11, and the 
second skin material 17 including the tension part forming materials 121, are set on the mold 
surface of the first, lower fusing mold 31 of the first and second fusing molds 31 and 35 
positioned in an open state. 

Thereafter, as shown in Fig. 9, the second fusing mold 35 is lowered with respect to 
the first fusing mold 31 in substantially the same manner as in Embodiment 1. As a result, 
the overlapping portions of the first and second skin materials 16 and 17 are fused to be 
bonded each other along the outer peripheral edge of the core body 11 by means of the fusing 
cutter 36 and the cutter receiving portion 32 of the first and second fusing molds 31 and 35, 
with the comer tension part forming materials 121 being held between the first and second 
skin materials 16 and 17. Protruding portions 22 of the comer tension forming materials 121 
are then cut away together with the protruding skin portions 18 protrading outwardly from the 
fused portions. The first and second skin materials 16 and 17 form the skin 15 covering the 
core body 11. At the same time, the comer tension part forming materials 121 form the 
comer tension parts 120. As a result, the sun visor main body 10 is formed. . 

Substantially in the same manner as in Embodiment 1 described above, in 
Embodiment 2 it is also possible to prevent displacement of the comer fused parts 15a of the 
skin 15 toward the comer parts 11a of the core body 11 by means of the comer tension parts 
120. This makes it possible to prevent the formation of wrinkles in the comer fused parts 
15a of the skin 15 or in the vicinity thereof. 

In addition, as compared with Embodiment 1 described above. Embodiment 2 
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advantageously allows omission of the time and effort required to prepare the dedicated 
comer tension part forming materials 21 . Thereby, the cost can be made relatively lower. 
(Embodiment 3) 

Embodiment 3 of the present invention will be described next with reference to Figs. 
10 and 11. 

In Embodiment 3, at the portions corresponding to the comer parts 11a of the core 
body 11, there are comer tension part forming materials 221 arranged along the outer 
peripheral end surfaces of the core body 11. The comer tension part forming materials 221 
consist of sheet materials or plate materials formed of the same material as, or a thermoplastic 
resin having compatibility with, the material of the first and second skin materials 16. 

^ That is, as shown in Fig. 10, the first skin material 16, the tension part forming 
materials 221, the core body 11, and the second skin material 17, are set on the mold surface 
of the first, lower fusing mold 31 of the first and second fusing molds 31 and 35 positioned in 
an open state. In this process it is desirable to temporarily fix the comer tension part 
forming materials 221 to the outer peripheral end surfaces of the core body 11 or to the first 
skin material 16, or to secure the comer tension part forming materials 221 in position by set 
pins or the like of the first fusing mold 31, in order that there may be no positional deviation 
of the comer tension part foraiing materials 221 along the outer peripheral end surfaces of the 
core body 11. 

Thereafter, as shown in Fig. 11, the second fusing mold 35 is lowered with respect to 
the first fusing mold 31 in substantially the same manner as in Embodiment 1. As a result, 
the overlapping portions of the first and second skin materials 16 and 17 are fused and bonded 
to each other by means of the fusing cutter 36 and the cutter receiving portion 32 of the first 
and second fusing molds 31 and 35, with the comer tension part forming materials 221 being 
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held therebetween along the outer peripheral edge of the core body 11. Protruding portions 
222 of the comer tension forming materials 221 are then cut away, together with the 
protruding skin portions 18 protruding outwardly from the fused portions. The first and 
second skin materials 16 and 17 form the skin 15 covering the core body 11. At the same 
time, the comer tension part forming materials 221 form the comer tension parts 220. As a 
result, the sun visor main body 10 is formed. 

Thus, in Embodiment 3 it is also possible to prevent the displacement of the comer 
fused parts 15a of the skin 15 toward the comer parts 11a of the core body 11 by means of the 
comer tension parts 220 in substantially the same manner as in Embodiment 1 . This makes 
it possible to prevent the formation of wrinkles in the comer fused parts 15a of the skin 15 or 
in the vicinity thereof. 

In particular, in Embodiment 3 there are arranged comer tension part forming 
materials 221 along the outer peripheral surface of the core body 11 at the portions 
corresponding to the comer parts 11a of the core body 11. Therefore, the embodiment is 
applicable to both the case in which the core body 11 is divided into the core split bodies 12 
and 13 and the case in which the core body 11 is formed as an integral unit without being 
divided. 

(Embodiment 4) 

Next, Embodiment 4 of the present invention will be described with reference to Figs. 
12 and 13. 

In Embodiment 4, there are comer tension part forming materials 321 arranged so as 
to abut the outer peripheral end surfaces of the core body 11. They are at the portions 
corresponding to the comer parts 11a of the core body 11. The comer tension part forming 
material 321 consist of sheet materials or plate materials formed of the same material as the 
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material of the first and second skin materials 16 and 17, or a thermoplastic resin having 
compatibility with the material of the first and second skin materials 16. 

As shown in Fig. 12, the first skin material 16, the core body 11, the comer tension 
part forming materials 321, and the second skin material 17, are set on the mold surface of the 
first, lower fusing mold 31 of the first and second fusing molds 31 and 35 positioned in an 
open state. In this process, in order that there may be no positional deviation of the comer 
tension part forming materials 321 with respect to the outer peripheral end surfaces of the 
core body 11, it is desirable to temporarily fix the comer tension part forming materials 321 to 
the outer peripheral end surfaces of the core body 11 or the first skin material 16, or to secure 
the comer tension part forming materials 321 in position with set pins or the like of the first 
fiising mold 3 1 . 

Thereafter, as shown in Fig. 13, the second fusing mold 35 is lowered with respect to 
the first fusing mold 31 in substantially the same manner as in Embodiment 1. As a result, 
the overlapping portions of the first and second skin materials 16 and 17 are fused to be 
bonded to each other by means of the ftising cutter 36 and the cutter receiving portion 32 of 
the first and second ftising molds 31 and 35. This occurs with the comer tension part 
forming materials 321 being held between the first and second skin materials 16 and 17 along 
the outer peripheral edge of the core body 11. The protruding portions 322 of the comer 
tension forming materials 321 are then cut away together with the protmding skin portions 18 
protruding outwardly ft-om the fused portions. The first and second skin materials 16 and 17 
form the skin 15 covering the core body 11, and at the same time, the comer tension part 
forming materials 321 form the comer tension parts 320. As a result, the sun visor main 
body 10 is formed. 

Thus, substantially in the same manner as in Embodiment 1 described above, in 
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Embodiment 4 it is also possible to prevent the displacement of the comer fused parts 15a of 
the skin 15 toward the comer parts 11a of the core body 11 by means of the comer tension 
parts 320. This makes it possible to prevent the formation of wrinkles in the comer fused 
parts 15a of the skin 15 or in the vicinity thereof. 

Further, substantially in the same manner as in Embodiment 3 described above, in 
Embodiment 4 the comer tension part forming materials 321 are also arranged so as to abut 
the outer peripheral end surfaces of the core body 11 at the portions corresponding to the 
comer parts 11a of the core body 11. As a result, the embodiment is applicable to both the 
case in which the core body 11 is divided into core split bodies 12 and 13 and the case in 
which the core 11 is formed as an integral unit without being divided. 

(Embodiment 5) 

Embodiment 5 of the present invention will be described with reference to Figs. 14 
through 16. 

As shown in Fig. 14, in Embodiment 5 the first and second core split bodies 12 and 
13, fonning the core body 11, are formed as hollow, half-shell-shaped members by injection 
molding of a synthetic resin material. 

As further shown in Fig. 15, there protrude a plurality of ribs 12a and 13a to heights 
that are substantially the same as the heights of the split surfaces of the core split bodies 12 
and 13. The plurality of ribs 12a and 13a are located at the comer portions of the inner wall 
portions of the first and second core split bodies 12 and 13 and in the vicinity thereof. 

In addition, as shown in Fig. 15, integrally formed protrusions 12b (or 13b) may be 
arranged at appropriate intervals at portions of the split surface in the comer parts and in the 
vicinity of at least one of the first and second core split bodies 12 and 13, i.e., of the core split 
body 12 (or 13). The protmsions 12b (or 13b) are engaged with the comer tension part 
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forming materials 21, which consist of sheet materials or plate materials of a theraioplastic 
resin. 

Otherwise, this embodiment has substantially the same construction as in 
Embodiment 1 described above. The same components are indicated by the same reference 
symbols, and description thereof will be omitted. 

Thus, as shown in Fig. 16, in Embodiment 5 the first skin material 16, the core body 
11, the tension part forming materials 21, and the second skin material 17, are layered and set 
successively on the mold surface of the first fusing mold 31. Thereafter, the second fusing 
mold 35 is lowered with respect to the first fusing mold 31 in order to implement clamping. 
As a result, the first and second skin materials 16 and 17 form the skin 15 covering the core 
body 11, and the comer tension part forming materials 21 form the comer tension parts 20, 
thereby forming (manufacturing) the sun visor main body 10. 

Substantially as in the same manner as in Embodiment 1 described above, in 
Embodiment 5 it is also possible to prevent displacement of the comer fused parts 15a of the 
skin 15 toward the comer parts 11a of the core body 11 by means of the comer tension parts 
20. This makes it possible to prevent the formation of wrinkles in the comer fused parts 15a 
of the skin 15 or in the vicinity thereof. 

In particular, in Embodiment 5 a plurality of protrusions 12b (or 13b) may be 
provided at portions of a split surface in the comer portions and in the vicinity thereof for at 
least one of the first and second core split bodies 12 and 13, i.e., of the core split body 12 (or 
13). The protrusions 12b (or 13b) are engaged with the comer tension part forming 
materials 21. As a result, the engagement prevents inadvertent positional deviation of the 
comer tension part forming materials 21. 

Consequently, it is possible to form the comer tension parts 20 by the comer tension 
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part forming materials 21 in a satisfactory manner without involving any defects in formation. 
This proves greatly effective in preventing the formation of wrinkles in the comer parts of the 
skin 15. 
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